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51 SHAFT PART IS FORMED ON WORK BY 
FORWARD EXTRUSION-MOLDING 
(PRIMARY MOLDING) 

52 UPPER PART OF PRIMARY MOLDING IS 
COMPRESSED AND ENLARGED 

BY PRELIMINARY UPSETTING (SECONDARY 
MOLDING) 

53 UPPER PART OF SECONDARY MOLDING IS 
FURTHER COMPRESSED AND 
ENLARGED BY UPSETTING AND SLOPED 
SURFACES WITH DIFFERENT 

SLOPED ANGLES ARE FORMED ON PERIPHERAL 
EDGE PART OF UPPER 

SURFACE (INTERMEDIATE PRE-MOLDED BODY) 

54 HEAD PARTS OF INTERMEDIATE PRE-MOLDED 
BODIES ARE EXTENDED 

BY BACKWARD EXTRUSION-MOLDING AND TRACK 

GROOVES ARE FORMED 

IN INTERNAL WALL SURFACE (QUATERNARY 

MOLDING) 

55 QUATERNARY MOLDING IS FINISHED TO 
PRODUCT DIMENSIONS BY 
IRONING. 

A OUTER RING MEMBER FOR TRJPOD TYPE 
CONSTANT VELOCITY JOINT 



(57) Abstract: A method of manufacturing an outer ring member for a constant velocity joint, comprising the steps of forming a 
secondary molding (20) by applying a preliminary upsetting to a work (10) after applying a forward extrusion-molding (SI) to the 



ve 



work (10) (S2), forming intermediate pre-molded bodies (24, 24a) having annular sloped surfaces (36, 36a) formed thereon to have a 
difference in flow resistance between large diameter parts (28a to 28c) and small diameter parts (30a to 30c) by applying the upsetting 
If) to the upper part (22) of the secondary molding (20) (S3, S3a), forming a quaternary molding (58) having a cup part (62) with track 
CD grooves (60a to 60c) by applying a backward extrusion-molding to the intermediate pre-molded bodies (24, 24a)(S4), and applying 
an ironing to the cup part (62) of the quaternary molding (58) to finish the quaternary molding (58) to product dimensions (S5). 
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